Aero Design Ltd. 


Work Order Control Sheet 
Work Order#: 2016-153 Date Opened: 09 November 2016 Title: Fabrication 


Aircraft OEM: Eurocopter 
Aircraft Model: AS350/355 
Product Type: Cargo Basket Bodv 
Product Model: Long Ouantitv: 1 


■ j- lA^ 


Work Order Contents 


Drawing List 


Traveller 


Initial or N/A 
Component Completion 
Work Order/Build Sheets (Procédures Provided) 
JC 
Quantity Complété on This Work Order 
Additional Work Sheets (Standard Practice) 
N/A 
Quantity Incomplète on This Work Order 
Drawings (See List Belovi/) 
JC 
Further Processing Required Before Release 
Parts Distribution Sheet 
JC 
Release to Stock as Components 
Sub Component Tags 
aJ/A 
Completed Certification (Original) 
F 
Certification 
Time Sheet (R&D) 
N/A 
Form One Completed 
Notes 
N/A 
Serviceable (Green) Tag Completed 


Build Sheet Contents 


Tasks Initialled 
Dual Inspections initialled 


Drawing # 
Rev# 
Description 
¥ 


Initial or N/A 
78411 
3 
Body Assembly 
JC 
78412 
2 
Lid Assembly 
JC 
70405 
4 
Lid Walkway Mod 
JC 


84262 
2 
Basket Handie Prov. 
JC 


84263 
0 
Lid Handie Provisions 
JC 
76421 
Hoop 
JC 


In Process (Yellow) Tag Completed 


Unserviceable (Red) Tag Completed 
Parts Tracking Tags (White) Completed 


Parts Placed in Stores for Distribution 
Additional Documentation 


Documentation of a minor change 
Non-Conformance Report Required 
Service Difficulty Report Required 


Billing 


Local (Aero Design) 
Research and Development 
Third Party 


Notes: 


Stainless steel for prototype development 


As Instructed 
lA. 


jilA 


Initial or N/A 


Initial or N/A 


N/A 
N/A 


N/A 
N/A 
N/A 


Jj.CUAvi-Vjr 


Work performed by: 
Print: 
ICC / Dual Inspection preformed by: 
Print: 
Work Order closed by: 
Print: 
Approved Manufacturing Facility 73-04 
Form 


SCA: APot 


SCA: Apr^g. 


SCA: 


Date: [o Cc~ 
^ 
Date: Iq çcr 
Date: 2^ ocr 3^0^ 
Rev. Original 23 Sep 2014 


Celebratina'^'J/ear^'^ 


AERO SUPPLY LTD 
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Aero Design Ltd. 


AMF 73-04 


9888 A Malaspina Rd. 


Powell River, BC 


Canada 


V8A 0G3 


Complété Fabrication Instructions 


This sheet is designed to assist in the fabrication of Aero 


Design products in accordance with the company 


Manufacturing Policy Manual, the Canadien Aviation 


Régulations and other applicable technical 


documentation. 


Nomenclature: AS350 Quick Release Cargo Basket Hoop 
Number of Units: ^ 


Work Order #: 


Model 
Requirements 
Reference 
Initial 


AS350 
Review LOEP to ensure most current technical spécifications 
N/A 
M 
AS350 
Cut a piece of material to 48 3/16" 
N/A 
îS 
ç/> 


AS3S0 
Cut one end at 90 degrees and the opposite end at 16 


degrees. 
N/A 
m 9^ iOU es 


AS3S0 
At the 90 degree end measure 12 1/2" and mark. Set bend 


stop at 103 deg. Bend at that mark. 
N/A 
SS0 


AS350 


Atthe longest point of the 16 degree end measure 
and mark. Set bend stop at 85 deg. Bend at that mark.'*^ /lie 
N/A 
M 
00 


Post Fabrication Inspection 


Inspect components to ensure conformity to the applicable design data. 


Signature: 


Licence Number or SCA: 


Date: 


Approved Manufacturing Facility 73-04 
Form 20.8.01 
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DESCRIPTION or OIANGE 
WITIALS 
DATE 
0 
INITIAL ISSUE 
1 
TITLE BLOCK UPDATED; NOTE 2 REUOVED. AOO 
HOIE 
8X 
11/07/201* 


NOTES 


1. RCMOVC AU. BURRS AND BREAK SHARP EDGES 


HOOP 
V^y SCAl£ 1 : 1 


76*21-01 01 HOOP 
4130 STEEL COND. I 
,0.5 X ft035 SQR TUBE 


UATERIAL SPEC 


UST OF MATERIALS 


R. RATHMELL 


e. 6URG0IN 


UNLESS OTT^RWISE SPEOFIEO 
DiMENSiONS ARE IN INCHES 
TOLERANCES ON: 
DCaUALS 
ANGLES 
xxxx ±0.010 
±1/2* 
XXX ±0.03 
XX 
±0.1 


AEEO DESIGN LTD. 


EUROCOPTER AS350 <t AS355 SERIES 
QUICK RELEASE CARGO BASKET 
HOOP 


SHEET 1 Of 1 
Al 
76421 
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RtV 
DESCRIPTION OF CHANGE 
MITIALS 
DATE 
u 
INITIAL ISSL« 
RR 
24 JAN OS 
ADDEO 76423-07 ASSY ANO 76423-06 PART 
RR 
2 
CHANGEO LENGTH OF STUD (ITEM 051 
BX 
16 XNE 10 
3 
TITIE BLOCX UP0A7ED; FORMAT UPDATED: LENGTH OF STIOS (iTEM 05 A 06) 
SX 
14/05/201 
CAP (ITEM 04) UPDATED: HANDU PROVISIONS (ITEM w) ADOO 
o^«6:aocio 


0^(76423-01 ASS'Y) 


06^(76423-07 ASS'Y) 


NOTES 


REMOVE AU. BIMRS AND BREAK SHARP OKXS 


2. DRnX #30 VENT HOE IN HOOP FOR VENTINC OF HCLO GASES. 


BA^ET HANOLE 
PROVISIONS ASSEMBLY 


3. WELOING OF 4130 STEEL TO BE COMPLETED BY GTAW METHOO TO AMS28B5C 
WLDINC ROO SHALL CONFORM TO ANS ER70S-2 OR EQUIVALENT 
^UILL SLOT INTO ITEM 1* TUBE AS SHOWN. CONTOR END OF 1/2' TUBE 
TO UINIMIZE GAP BETWEEN 1' TUBE AND ITEM 1/2' TUBE. 
^ADJUST SLOT OF CAP (78423-04) TO FIT AS REOUIRED. 
ORILL 9|t (0313) 
2 PLACES 
BASKET MANOLE PROVISIONS ARE INSTAaEO W ACCORDANCE WTVI AERO DESIGN 
DRAWNG 84262. DIMENSIONS ANO PARTS SHOWN ARE FOR REFERENCE ONLY 
VIEW C-C 


TW 2 PLACES 


r TUBE (REF) 
1/2 TUBE (REF) 
TAP DRUl 0 
(0.332) 
TAP 3/8-24 UNF-2A 
0,75 OEEP 
@ 
STUD 


GTAW 


VIEW A-A 


SCAU 1 : 1 
TAP ORia 0 (0332) 
TAP 3/8-24 UNF-2A 
0.75 DCCP 


06) STUD 


GTAW 


1/2' TUBE (REF) 


GTAW 


VIEW B-B 


SCALE 1 : 


TUBE (REF) 


DRILL #30 (ai29) 
SEE NOTE 2 


[04) CAP 


SCALE 1 : 1 


2 
84272-01 
OS eUSHMG 
1 
N 
i 
1 
84262-01 08 8ASKET HANOLE PROVISIONS ASSEMBLY 
76423-06 06 STUO 
MHJ) STEa 
AiSI 1010/1020 
•a83 ROO 
2 
76423-05 05 STUO 
MILD STEEL 
AISI 1010/1020 
1 
1 
76423-04 04 CAP 
MILD STEEL SHEET 
AISI 1010/1020 
a/R A/K 
03 Tuee 1/2IN 
4130 STEEL CCNO. N 
HL-T-6736 
02 
TUBE 1M 
4130 STd CONO. N 
MX-T-6736 
1 X a065 SQR TUBE 
76423-07 0/ 
ATTAClWeNT HOOP ASSEMBLY 
USCD ON 78411) 
76423-01 
01 
ATTACHMENT HOCP ASSEMBLY 
06 
07 
01 
PART NO. 
ITEM 
DESCRIPTION 
NA1ERIAL 
HATERAL SPCC 
STOCK SIZE 


QTY QTY QTY 
UST OF MATERIALS 


(m)ATTACHMENT HOOP ASSEMBLY 


ATTACHMENT HOOP ASSEMBLY 


USCO ON 7B411 


AU. FEATURES SIMKAR TO 76423- 01 EXCEPT STUOS. SEE SECTION C-C 


SCAU 1 : 


R. RATHItCLL 


E. BURCOIN 


UNUSS OTICRWSE SPEOFIEO 
CHMENSIONS ARE IN INCHES 
70IXRANCCS ON: 
OCOMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
XX 
±0.1 


AERO DESIGN LTD. 


EUROCOPTER AS350 éc AS355 SERIES 
(XJICK RELEASE CARGO BASKET 
ATTACHMENT HOOP ASSEMBLY 


046. Sia 
DW. Ml 
76423 


CARGO BASKET HOOP FABRICATION - 76423 


General 


These instructions apply to cargo basket attachment hoop 76423-01 (médium AS350 basket) and 76423-07 
(long AS350 basket). Refer to the following drawings, at the current revision, for dimensions and détails: 


76423, Revision 2-Attachment Hoop 
84262, Revision 1 - Handie Bracket Assembly 


Notes 
1. Aiways bend 1 hoop start to finish to ensure stops and stock length are correct. 
2. Aiways pull with consistent speed through the bend, do not stop during the pull, and do not over-pull 
once the stop is reached. 


Work Order: ^ ! 
(û ~ )S~3 
^> S. 
Complets 


i . 
(initial or SCA #) 
Date Open: 
(Vc i/ 
2- <^/h 


1. 34 Hoop Fabrication - 
34" hoop 


a. Cut 34" X 0.035 material to 22.0", square ends. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 
d. Remove writing on tubes with acetone and scotch bright. 
e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop: 12mm 
f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 
h. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 


i. Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required. 


j. Check for: 


i. hoop height: 17 1/8" (Outside to outside) 


ii. adjust upper stop for height if required 


2. 34 Hoop Machining-34" hoop-Handie Provisions (84262-01) 


a. Start with 34" half hoop from step 1. 
b. Setup manual milling machine with spécifie hoop vise jaw. SetXYOonfar, right edge of jaw 
(end of hoop). 
c. Drill 2 places, S/16" (0.313) holes using S/16" (#4) centre drill through both sides in accordance 
with drawing. Run at SOO RPM. Apply a few drops of Rapid-Tap cutting oil to each location 


before drilling. 


i. locate 0.23" from edge (within tolérance specified on drawing). 
d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Tag in process hoop(s) and place into stock. 
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CARGO BASKET HOOP FABRICATION - 76423 
Complété 


(initial orSCA#) 
3. 34 Hoop Fabrication - 1" hoop 
a. Cut 1" X 0.065 material to 28.0", one end square, one end @ 
16 degrees. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 
d. Remove writing on tubes with acetone and scotch bright. 
e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop:?? 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 
h. Using a long snipe tube, pull bending arm clockwise until stop is reached. Pull slowly with 


consistent pressure. 


i. 
Check tube bend for angle using hoop jig. Adjust stops if required. 


j. 
Check for: 
hoop height from jig 


adjust upper stop for height if required 


length to allow 60 degree cut. 


k. Using hoop jig, mark for 60 degree cut on bottom end. Cut to length. 


I. 
De-burr cut end using a sanding dise on a die-grinder or dise sander. 


4. 34 Hoop Machining - 1" hoop 


a. Start with 1" 34 hoop as stock. 
b. Setup manual milling machine with standard steel vise jaws. Insert hoop into vise flat on 
bottom of vise, 16 degree side on right. Set XY 0 on far, right edge of hoop (end of hoop). Shift 
X along hoop 0.893" and set X 0. Shift Y -0.5". Set stop against end of tube. 


c. Drill two places, 5/8" (0.625) holes using 5/8" (#7) centre drill through both sides in accordance 
with drawing. Apply a few drops of Rapid-Tap cutting oil to each location before drilling. 
d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 
e. Set tube in vise with 60 degree end on right. 


f. Using 34" coated carbide end mill, mill slot 2.25" deep (edge to edge, 2.0 edge to centre). Apply 
a bead of Rapid-Tap cutting oil along cut line before milling. 


g. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


h. Tag in process hoop(s) and place into stock. 


5. Joint Préparation 
a. Set 1" hoop in hoop jig. Insert 34" hoop into 1" hoop, against side stop of jig. Mark slot location 


in 1" hoop onto 34" hoop. Trim 34" hoop with vertical bandsaw if required, and shape to match 


slot with dise sander. 


6. Welding-Lugs 
a. Insert two 76423-05 lugs (médium basket) or 76423-06 lugs (long basket) into holes in 1" hoop. 
Seat flush with inboard face of tube using a C-clamp or vise. Attach 11" spacing jig with 3/8-24 


bolts to lugs. 
b. TIG weld ail around both sides of lugs. 2 places. 


c. Record lug and welding rod PO/WO on attached material list. 
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CARGO BASKET HOOP FABRICATION - 76423 


7. Welding - 
Handie Bushings - 
84262-01 


a. Insert 84271-01 bushings into 34" hoop prepared in step 2. above. 


b. TIG weid bushing both sides, 2 bushings per hoop. 


c. Record bushing and welding rod PO/WO on attached material iist. 


8. Welding - 
Hoop Assembly 


Complété 


(initial or SCA #) 


âi 


K) 
73-04 
M- 
a. Insert 1" hoop from step 6 and 34" hoop from step 7 into hoop jig. Seat 34" hoop into slot in 1" 
hoop. 


b. Tack weld hoops together, minimum 4 places, to hold hoop together to complété welds out of 


jig- 
c. TIG weld around 34" hoop in slot. 


d. Cap 34" -1" tube joint with 76423-04 cap. TIG weld around cap. 


e. Record cap and welding rod PO/WO on attached material Iist. 


9. Finishing and Inspection 


a. Run 3/8-24 tap through welded lugs. 


b. Grind inside surfaces flush at lugs and slot in 1" tube. 


c. Inspect hoop for conformity to drawing. 


d. Tag complété and inspected hoop(s) and place into stock. 
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Work Order. ^O/G- /SZ 


Date Ooened: A/p 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 
^ 
Long Basket Hoops 
' 
' 


1 of 1 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


tUO/ 
Step 1 
76421-01 
Hoop - standard 
I -4430 Steel, Y/' x 0.035 Sgr. Tube 


1 


9s 
76423-07 
Hoop - attachment 


Step 1 
1/2 Hoop Fabrication - 1/2" hoop 


. 1 
1/2" Tube - hoop 
s-.s- -1139 Stool, Yi X 0.035 Sgr. Tube 
n 
/G i 


Step 2 
Machininq 
None 


Step 3 
1/2 Hoop Fabrication - 1"hoop 


. 1 
1" tube - hoop 
1130 Steel; 1" x 0.065 Sgr. Tube 
( 
S073, 


Step 4 
Machininq 
None 


Step 5 
Joint Préparation 
None 


Weldinq 


Step 6 
. 2 
76423-06 
Stud 
1018 Mild Steelr 5/8" Dia. 
JGOoZi 


Step 7 
. 2 
84262 
84272-01 
Bushing 
S", s. 
-4130 Stoet-, 5/16" x 0.058 Rnd. Tube ' 
S.S. 


Step 8 
, 1 
76423-04 
Cap 
5.5-. 
•1010 Mild Glegr, 0.050" Sheet 
302-/ 
-T-S- 


.AIR 
Welding Rod 
-T. 5. 
ER70S-2 
/^02.Sr r.S- 


Step 9 
Finishinq and Inspection 
None 
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REV. 
DESCRIPTION OF CHANGE 
INITIALS 
DATE 
0 
INITIAL ISSUE - CREATEO FROM 36262 
BX 
03/11/2009 
1 
CHANGE LOCATION OF BUSHINGS 
BX 
29/09/2011 
2 
UPDATED HUE BLOCK, MOVE UD PROVISIONS TO 84263 
BX 
14/02/2014 


CARGO BASKET RIM 
(REF) 
I 


FIRST HOOP FROM END I 


0.406 


rj nc+0.00 
-0.03 I 
TYP 


2.750 


FIRST HOOP FROM END 


I 
f 


02) 
2 PLACES PER HOOP 


-<^TAW 


BOTH SIDES 
GRIND FLUSH AFTER WELDING 
2 PLACES PER HOOP 


DRILL »5<6 (0.313) THRU 
2 PLACES 


(oi) BASKET HANDLE PROVISIONS ASSEMBLY 
PROVISIONS TO BE INSTALLED IN HOOPS BEFORE ASSEMBLY TO BASKET RIM 


NOTES: 


1. REMOVE ALL BURRS AND SHARP EDGES. 


2. WELDING TO BE COMPLETED BY GTAW METHOD TO AMS2685C USING 


ROD CONFORMING TO ER70S-2 OR EQUIVALENT. 


4 
84272-01 
02 
BUSHING 
84262-01 
01 
BASKET HANDLE PROV. ASSY 


01 
PART NO. 
ITEM 
DESCRIPTION 


QTY 
LIST OF MATERIALS 


APPROVALS 
DATE 
AFBO DESIGN LTD. 
)) 
9888A MALASPINA ROAD 
POWELL RIVER, BC. CANADA. V8A 0G3 
^ 
THi B04.4B8.S879 
-www.aarodMdta.o* 


JEFFOARKE 
03 NOV 2009 


E. BURGWN 


UNLESS OTHERWSE SPECIRED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DEOMALS 
ANGLES 


HELICOPTER CARGO BASKET 
BASKET HANDLE PROVISIONS ASSEMBLY 


X.XXX ±0.010 
±1/2' 
X.XX 
±0.03 
SCALE 1 : 1 
ùm. siZE 
A3 


DWG. Na 
84262 


REV. 
2 
X.X 
±0.1 
SHEET 1 OF 1 
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REV 
DESCRIPTION or CHANGE 
MT1ALS 
DATE 
MTIAL ISSUE 


1 
CHANGCD HANDLE BRACKCTS, RENOVE ALTERNATS UD 
BJC 
18 JAN 10 
2 
T1TLE BLOCK Un>AIlO; 84282 CHANGCD TO 64283( «EUMW ROO IRVATED; 
BJC 
10/07/2014 
1 OF nciua DOVM onmCL IUBR UCHÀlLb; itt/BwNCE PIMOIMgW AOŒO 
1/4- HOUS FOR HJMPCRD AOOCD; 'MM 0 AOŒD 


wBu 1/r 
THROUGH ONE IDE ONIY 
mO 
SPKEfI I PUCC 
Dnu. |9 (0 i9r} 
AfTER KELDINC 
B01H ENDS 


17.38 REF 


DETAIL C 


SCALf 1 ; 1 


VIEW D 


SCM£ 
VIEW D 


06 
04 ai KTM. c 
DETAIL A 
DETAIL A 


@ 
BASKET LID ASSEMBLY 


DETAIL B 
DETAIL B 


DRU. K <0.23) BOTTOU 9DE OM.V 
PLACES 
APPROX. EOUAL SPACMC 
ENSURE ClEARANCE FROU MESH 


rmcAt 
FItST S PLACES 
ncN evorr sccow 
OR AS PRACKAL 


DETAIL A 
LOOKING AT TOP 


NOIES: 


1. RENOVE AU fiURRS ANO BREAK SHARP EDCES. 
Z «CUXNC OF 4130 STEEL TO BE COUPLETCD BY CTA« WETHOO TO ANS 26eSC. 


4130 AND lOia STEEL: «CLOINC ROO SHAU CONFORM TO ER7DS-2 OR EOOIVAUNT. 


STAINLESS ANO 4130 STEEL «CLDINC ROO SHAU CONFORU TO ER3061 OR EQUIVALENT. 
^INSTALL ITEH S (UO HANDLE PROVISIONS ASSEU8LY) IN ACCOROANCE MTH ACRO 0E9CN LT*. 
ORAWNC 04263. 
^ORIU #30 (0.129) HOLES W LONO TUBE HEUBERS AT BRACE LOCATIONS TO VENT «CLO CASSES. 
NHEN ASSEMBLY IS COUPLETC. FILL ALL EXPOSCO >€NT HOLES MTH ROSETTE «EU» 
S FtWSH: THCROUOHLT CLEAN ANO PONDER COAT UO ASSEMBLY. 


A/tl 
3/4-16F 07 MESH 
1 


1 
38204-10 08 PLACARD BRAOtET 
1 


1 
84283-01 OS 
UO HANDLE PROVtSraNS ASSCMBIY 
2 
49316-01 04 SPACCR 
a/û 
-- 03 SOUARE TUBE 
4130 STEEL CONO N. Ml-T-8736 
3/4 X 0.033 SQR TURF 
03 
78412-01 
01 
BASKET UD ASSEMBLY 


01 
PART HO. 
ITEM 
OeSCiaPTION 
MATERIAL 
MATERIAL SPCC 
STOCK size 


UST or MATERIALS 


DETAIL B 
LOOKING AT BOTTOM 


E. BURCOiN 


UNLESS OTHERWSE SPEaFTCO 
DRiCNSONS ARE m INCHCS. 
TOLERANŒS ON: 
OECIMALS 
ANGLES 
XXXK ±0.010 
±1/2* 
X.XX 
±0,03 
XX 
±0.1 


AERO DESIGN LTD. 


EUROCOPTCR AS350 & AS355 SERIES 
QUICK RELEASE CARGO BASKET 
BASKET UD ASSEMBLY (LONG) 


SMKT 1 or I 
Al 
78412 


Aero Design 


Parts Distribution Sheet 
AS350 S-£> 
L-iD 
OH oCh ^012 


wo# 
^ 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 
\^nh7 
Q 
-jy 


\7t/U(o 
SS. IJ^- (kW 


[Jl/'SO 
fÀ'h» 
f* L*** t,1- 
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2 
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Approved Manufacturing Facility 73-04 
Form 20,F.06 
Rev. Original 27 May 2013 


REV. 
DESCRIPTION OF CHANGE 
INITIAIS 
DATE 
2 
SEPARATED THIS PART FROM REMAINDER OF UNUSED DRAWING 36204 REV. 1 
BJC 
18 FED 2014 
AND UPDATE TTTLE BLOCK 


NOTES 


1. REMOVE Aa BURRS AND BREAK SHARP EDGES. 


2. WELDING OF 1018 STEEL 10 BE COMPLETED BY GTAW METHOO 10 AMS2685C. 
WELDING ROO SHAa CONFORM 10 ER70S-2 OR EQUIVALENT. 


GTAW 


ALONG CORNER JOINT 


R0.03 
TYP 


CHAMFER 0.063 
@ 
PLACARD BRACKET 


36204-10 
10 
PLACARD BRACKET 
1018 MILD STEEL 
ASTM A568 
0.035 SHEET 


01 
PART NO. 
ITEM 
DESCRIPTION 
MATERIAL 
MATERIAL SPEC 
STOCK SIZE 


QTY 
UST OF MATERIALS 


APPROVALS 


ORAWN; STEVEN FAHEY 


CHECKEO: 
E. BURGOIN 


DATE 


07 OCT 1999 


UNLESS OTHERWISE SPEGRED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON; 
DEaMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


0888A MALASPINA ROAD 
POWELL RIVER, BC, CANADA. VBA 0G3 
nu 804.483JZ37S 
innr.aerodealgn.oa 


HELICOPTER CARGO BASKET 


COMPONENT - PLACARD BRACKET 


SCALE 1 : 1 


SHEET 1 OF 1 


Dwa SZE 
A4 


DWG. Na 
36204-10 


REV. 


PLACARD BRACKET-36204-10 


General 


These instructions appiy to Placard Bracket 36204-10 used for Aero Design cargo baskets. Refer to the 
following drawings, at the current revision, for dimensions and détails: 


36204-10, Revision 2 - 
Placard Bracket 


WorkOrder: AS3^7Q 5. S> /_/cj 
AçAsatch Quantitv: 
^ 
Complété 


(initial or SCA#) 
Date Open: 0^ 0^jx)kpx- 


1. Bracket Fabrication 


a. Part is laser eut from 0.035" mild steel sheet. Enter PO: 
b. On brake, set stop and bend long edge to 0.25" high. Refer to drawing for direction. 


c. On brake, set stop and bend short edge to 0.25" high. Ensure tight fit at corner. 
d. Write WO# on bracket using a permanent marker. 


e. Tag in-progress parts and place on in-progress shelf in welding shop. 
73-04 
2. Welding 
-r7/,z/ 
_JÉL_ 
a. TIG weld corner of bracket using CR70fr 2 rod. Enter PO: ! ^ ^ 


b. Lightiy coat completed parts with WD-40 and store in a zip-top bag. 


c. Tag completed parts and place on in-progress shelf in welding shop for installation. 
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CARGO BASKET LID FABRICATION - COMMON 


General 


These instructions apply to al! cargo basket lid assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69812, Revision 4-Standard Low Mounted Basket; Extra-Wide Low Mounted Basket 
94612, Revision 1 - 
Extra-Wide Low Mounted Ski Basket 
76612, Revision 0- 
High Mounted Ski Basket 


Eurocopter AS350/AS355 - 
left or right 
77612, Revision 2 - 
Short Basket 
69812, Revision 4- Médium Basket (left and right) 
78412, Revision 2 - 
Long Basket 
94012, Revision 1 - 
Extra Large (ski) Basket 


Robinson R44 - 
left or right 
90612, Revision 1 - 
Standard Basket (left or right) 


Bell 206B - 
right side only 
80212, Revision 0 - 
Short Basket 
80312, Revision 0- Médium Basket 
81112, Revision 0- Long Basket 


Bell 429 - 
right or left 
95912, Revision 1-Standard Basket 


Bell Médium - 
left or right 
75112, Revision 1-Standard Basket 
95512, Revision 1 - 
Extra Large (ski) Basket 


MD600 
82812, Revision 0-Standard Basket 


Options 
70405, Revision 4 - 
Walkway 
70402, Revision 2 - 
Lid Door 
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CARGO BASKET LID FABRICATION 
Complété 


(initial or SCA #) 


#1 
#2 
#3 
#4 
#5 


Work Order: 


Date Open: 


1. 


2. 


Frame Assembly - 
Basket Lid 
_ 


a. Cut and fit %" x 0.035 material to fit rim j'ig, 45 degree ends. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Cut and fit %" x 0.035 material, 21" long, for lid cross members. 


c. Walkway modification only; Cut and fit >i" x 0.035 material for walkway stringers to fit between 


lid cross members. 


d. Drill vent holes into rim to vent cross members. Drill vent holes in cross members to vent 
walkway stringers. 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing) 


e. Record material PO on attached material list. 


f. Remove factory writing on tubes with acetone and scotch bright. 
g. Write PO or WO number on tubes with paint pen. Ensure writing is located away from areas to 
be welded. 
^ 


73-04 
Weld Frame Assembly 
05 
a. Assemble rim jig with jig bars located to position cross members as indicated on drawing. 
/vk 


b. 


c. 


d. 


e. 


f. 


g- 


h. 


Clean rim jig to remove any slag that may be présent in slots. 


Insert outer rim tubes in rim Jig. Insert cross member tubes in rim jig. 
Walkway modification only: insert walkway stringers in rim jig. 
Clamp tube in place to jig. 


TIG weld ail around ail intersections with ER70S-2 welding rod. 
Record welding rod and material PO numbers on attached material list. 


Write WO number on frame using paint pen. 


3. 
Inspection and clean up 


a. Frame assembly for complété welds. 


b. Remove ail PO numbers and other markings from tubes. Ensure WO number remains. 
-fW -jlrt- 
0® 


4. Mesh assembly 
/^Ia 
wA 
Note: 95912 (Bell 429) does not have mesh. Skip to step 7. 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


Cut mesh to size for lid. 
Remove surface rust with scotch-brite. 
Ensure lid is prepared for mesh on the correct side. 


b. 


c. 


d. 
73-04 
05 
Tv/zf 
aIa à 
a 
5. Weld mesh to frame assembly per drawing 


a. General welding requirements for ail lids: 


i. Every intersection on ail edges. 


ii. First 5 intersections along cross members, then every second intersection. 
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CARGO BASKET LID FABRICATION 
Complété 


(initiai or SCA #) 


#1 
#2 
#3 
#4 
#5 


b. Install lid frame in jig, upside down (side to be meshed up), using >4" spacers to aliow ail tubes 
to engage in jig. 


c. MIG weld both short sides and tack long sides approximately every 9". 
d. Remove lid from jig. Re-install with spacer(s) at centre of lid to pre-tension mesh. 


i. M" for lids under 76" at center (check). 


ii. 1" for lids over 76" at % way from each end (check). 


e. Weld remainder of mesh as indicated in a. 


f. Record welding rod PO on attached material list. 
^ 


6. Weld lid components 
^5 
A) ^ 


a. Handie brackets, locate in accordance with drawing. 


i. Standard location: %" outside of last cross member on both ends. 


ii. Record handie bracket WO and welding rod PO on attached material list. 


b. Lid prop bushing(s). 


i. one or two in accordance with drawing. 


ii. Record lip prop bushing WO and welding rod PO on attached material list. 


c. Placard bracket. - 
not installed on 95912 (Bell 429) 


i. Locate on cross member to set bracket in centre bay of lid. 


ii. Record placard bracket WO and welding rod PO on attached material list. 
d. Complété in-process tag, noting remaining steps. Ensugpaperwork is complété to this point. 


7. 


I ^ 
j 
Cleanup 
^ A/|^ 


a. Grind high spots off mesh welds. 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. 


c. Straighten lid using frame attached to shear. Work carefully, avoid excessive force to prevent 


kinking rim tubes. 
d. Remove surface rust with scotch-brite pad. 
e. Remove ail writing/paint pen marks using acetone. 
fjû 
73-04 
8. Final Inspection 
To be completed by a différent person than the previous steps. 


a. Lid assembly for complété welds, and required minimum mesh weld locations. 


b. Material lists complété. 
c. Overall condition and conformity to drawing(s). 
^ 
73-04 
9. Powder Coating 
02 


^ 
Ai//)- 
A/jf /^k 


(ik 
A'//f 
w//f 
a. Parts are to be powder coated in accordance with commercial practices. 
b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag lid assembly and place into stock in préparation for assembly. 
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Work Order: 
53 


Date Opened: ^ 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Lid Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


l 
78412-01 
Lid Assembly 


Step 1 
Rim Assembly 


. 2 
~ 
3/4" Tube - Long Rim (93.25") 
4130 Steel, y/ X 0.035 Sqr. Tube 
/Scs>~7 


. 2 
~ 
3/4" Tube - Short Rim (22.5") 
AWe-Steet; %" X 0.035 Sqr. Tube 
lâcr 7 


Step 2 
Weld RIm Assembly 


. A/R 
- 
Welding Rod 
En709'2 TIG Rod 
jloQQ 


Step 3 
Inspection - RIm 
None 


Step 4 
Frame Assembly 
?oy 
,%■ 
.4 
- 
3/4" Tube - Cross Member (21") 
41:30 Stéel, y/ X 0.035 Sqr. Tube 
itdn 


Step 5 
70405 
Option: Frame Assembly - with walkway 


. 8 
- 
1/2" Tube - walkway 
4130 Cteel, Vi' x 0.035 Sqr. Tube 


Step 6 
Weld Frame Assembly 


.A/R 
~ 
Welding Rod 
En70C a TlG Rod 
I7CÙ0 


Step 7 
Inspection - Frame Assembly 
None 


Step 8 
Mesh Assembly 


. 1 
~ 
Mesh (lid - 92.5" x 22") 
3/4-16F Expanded-Mild Steel sheet 
(M 


Step 9 
Weld Mesh 


.A/R 
~ 
Welding Rod 
ER700-0 MIG Wiie 
floCè 


77 Ç 


Work Order:. 


Date Qpened: p9 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Lid Fabrication 


2 6f2 . 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 10 
Weld Lid Components 


. 1 
84262 
84262-01 
Upper Handie Bracket Assembly 


. .4 
36273-01 
Lid Bracket 
321 Stainless, 0.050 Sheet 


. . 2 
36275-02 
Support 
304 Stainless, 5/16" Rod 


. A/R 
- 
Welding Rod 
ER308L TIG Rod 


. 2 
49216-01 
Spacer (Lid prop) 
304 Stainless, 14" Dia. 
Ton-Tid 
.A/R 
~ 
Welding Rod 
ER308L TIG Rod 
l làLto 


. 1 
36204-10 
Placard Bracket 
-tm^-Steel, 0.035" Sheet 
noSo 


. A/R 
~ 
Welding Rod 
^R703-2 TIG Rod 


Step 11 
Clean Up 


Step 12 
Inspection - Final Assembly 


Step 13 
Powder Coating 
18-odrf 


^0^20/4^- IS3 
S. 


MS MMWC CniMU MFMIAKM M 
U1A MOI S PMMCMT TD «tt OCSOI it. Vi CiUai^L 0* WY NèlCH nêtlàt. HH hAT Éf (sHOiUCdX 
«no: » apiunD m mit nmcx. mr uso m 
hmtwww non w mtidi cooekt or mw ksoi im rr kopwc ims nuwe for 
Rcmoa, ne Rtcpon nms lO hou mm ksm m hmus fmm h 
use. cd hsis. v ne duwc cr ne nomuich comtmd nexn. 


RtV. 
DESCRIPTION OF CHANGE 
INITIAIS 
DATE 
0 
INITIAL ISSUE 
RR 
25 JAN 08 
1 
CHANCED ATTAON HOCP FROM 76423-01 TO 78423-07 
RR 
05 MAR 09 
2 
CHANGED HANOLE SRACKET. ROMVED ALTERNATS BASKET 
BX 
28 JAN 10 
3 
HUE BLOCX UPOAILU; WUaNG ROO UPOATED; REFERENCE DUS AOOED: 
BX 
11/07/2014 
SPACER (07) MOXCD; CAP (10) ADOED 


E\€RY MTERSECTKM CN RIM 


WTERSECnON ATTER 
TYPICAC WCKXE HOOPS 
nCRY INIERSCCTION ON ENO HOCPS 


DETAIL B 


EVCRY INTERSECTION ON SPINES 
TTiP. 5 PLACÏS 
EMU. 1/2 (0.5) INTO OUTSOE OF TUBE 
MSCRT SPACtR (ITDA 09) ANO ICIO m PLACE 
DRU. I» (0.196) THROUGN 
901N £M>S 


07)2 PLACES 


17.25 REF 


18.0 


18.00 REF 


18.75 


18.25 REF 
18.00 REF 
17.25 REF 
5TAW 
V 
ENCRY MTERSECDON 
ON END HOOPS 
06J* 
05)2 «-ACES 
37.50 


56.250 - CENTRE TO CENTRE 
LUGS 
@ 
BASKET BODY ASSEMBLY 


TYWCAL 


DETAIL A 


NOTES- 


1. RENOVE Aa BURRS ANO OREAK SHARP EOGES 
i PRIOR TO 9CLDING. DWLL #30 (0129) VENT HOLES IN ASSEMBLY TOR VCNTING Of WELD CASES 
WHEN ASSEMBLY IS «MPLETE. FUI AU. EXPOSED VENT HCLES WITM ROSETTE VtElO. 
S HELOtNG OF 4130 STEEL TO BE COMPLETED BY CTAW METHOO TO AMS 2685C. 
4130 ANO 1018 STEEL: WEIDING ROO SHAU. CONFORM TO ER70S-2 OR EQUIVALENT. 


STAINLESS AND 4130 STEEL; VCLDING ROO SHMX CONFORM TO ER30BL OR EQUIVALAIT. 
^^WSTALL ITEM 8 (BASKET HANOLE PROVISONS ASSEMBLY) IN ACCOROANCE WTM AERO DESIGN LTO. 
DRAIMNC 84262 BEFORE VCLDINC HOOPS TO RW. 


■ - S FINISH: THOROUGHLY CLEAN AND POWOER COAT BASKET ASSEMBLY. 


2 
— 
10 
CAP 
MILD STEEL 
AISI 1010/1020 
0.050 SHEET 
3/4 - 18F 
00 
MESH 
MILO STEEL 
COMMERCIAL 


1 
84262-01 
08 
BASKET HANOLE PROUSIONS A.SEUBLY 
2 
49215- 01 
0/ 
SPACER 


4 
76421-01 
08 
HOCP 
2 
76423-07 
05 
ATTACHMENT HOCP 
A/H 
— 
04 
SQUARE TUBE 
4130 STEEL COND. N 
MIL-T-6736 
1/2 X a035 SÛR TUBE 


— 
03 
SQUARE TUBE 
4130 STEEL CONO. N 
MIL-T-6736 
3/4 X a035 SOR TUBE 
02 
N 
78411-01 
01 
BASKET 800Y ASSEMBLY 


01 
PART NO. 
ITEM 
DESCRIPTION 
MATERIAL/NOTE 
MATERIAL SPEC 
STOCK SIZE 


QTY 
UST OF MATERIALS 


R. RA1HWEU. 


E BIMCON 


UNLESS OIHERMSC SPEOFIED 
DIMENSIONS ARE IN WCHES. 
TOLERANCES ON: 
OEOMALS 
ANGLES 
x.xxx ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


EUROCOPTER AS350 & AS355 SERIES 
QUICK RELEASE CARGO BASKET 
BASKET BODY ASSEMBLY (LONG) 


SHEET 
1 
CF 
1 


|DMe. 9ZE 
Al 
78411 


CARGO BASKET BODY FABRICATION - COMMON 


General 


These instructions apply to ail cargo basket body assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69811, Revision 3-Standard Low Mounted Basket 
94511, Revision 0- Extra-Wide Low Mounted Basket 
94611, Revision 0 - 
Extra-Wide Low Mounted Ski Basket 
76611, Revision 0- High Mounted Ski Basket 
Options 
70404, Revision 2 - 
Front end cutout - 
698 
70411, Revision 0 - 
Front end cutout - 
945/946 


Eurocopter AS350/AS35S - 
left or right 


77611, Revision 1 - 
Short Basket 
76411, Revision 3 - Médium Basket (left or right) 
78411, Revision 2 - Long Basket 
^ I f\J 
S. 
94011, Revision 0 - 
Extra Large (ski) Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
764/776/784/940 


Robinson R44 - 
left or right 
90611, Revision 0-Standard Basket (left or right) 


Bell 206B - 
riglu side only 
80211, Revision 0-Short Basket 
80311, Revision 0-Médium Basket 
81111, Revision 0 - 
Long Basket 
Options 
V 1406, Revision 2 - Front end cutout - 
802/803/811 


Bell 429 - 
righl or left 
95911, Revision 0-Standard Basket 


Bell Médium - ft or right 
75111, Révision, 0 - 
Standard Basket 
95511, Revision 0- Extra Large (ski) Basket 


Options 
7 1407, Revision 1 - 
Front end cutout - 751 
7 14 , Revision - 
Front end cutout - 
955 


MD600 
82811, Révision; 0-Standard Basket 


Options-Appl i ible to ail models 
70403, Revision 5 - 
Auxiliary Latch 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 
Work Order: rzo/ù'- 75-3 
S. 


Date Open: 
hfoi^ 2-0/^ 


1. Rim Assembly - 
Basket Body 


a. Cut and fit %" x 0.035 material to fit rim jig. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


c. Remove writing on tubes with acetone and scotch bright. 
d. For extra large baskets - 
drill #30 (0.129) vent holes to vent stringer tubes into rims. 


e. 94G11 (206L/407 XL ski) only - 
drill for 4 threaded bushings before assembling rim. 


Weld Rim Assembly. 


a. Record welding rod PO on attached material list. 


b. 94611 (206L/407 XL ski) only - 
weld 4 threaded bushings into inboard rim tube. 


Inspection 


a. Rim for complété welds 
0^ 
4. Frame assembly-body 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 


allow venting of weld gasses through existing holes (i.e. lid prop bushing, hoops, etc.) 


b. Grind corner welds from step 2 on rim to allow hoops to sit flat. 


c. Pull required hoops from stock - standard, attachment, handie. 


i. If hoops are not in stock see detailed procédure sheet for spécifie hoop fabrication. 


ii. Ensure vent hole is located at centre of tube to vent spine tubes. 


d. Assemble hoops with attachment lug locating jig and hoop spacing jig. 


i. Ensure correct order and orientation of hoops. Refer to drawing. 


1. Attachment lugs are on inboard side. 


2. Handie bracket bushings are on outboard side, second hoop from both ends. 
May be on attachment hoops. 


ii. Run 3/8-24 tap into attachment lugs to ensure clear threads. 


iii. Boit attachment lug locating jig to attachment hoops with 3/8-24 bolts. 


iv. Attach inboard and outboard hoop spacing jigs to ail hoops using 1" C-clamps. Raise jigs 
approximately 2" off table to allow room to weld around hoops. 


V. Attach bottom (spine) jig to ail hoops using 1" C-clamps along the centre line of the 


basket. Ensure jig is straight prior to tightening ail clamps. 


e. Cut Vi" X 0.035 material to fit spine jig. 


f. Cut Vi" X 0.035 material for strut to fit from lower inboard attachment to upper outboard rim. 


i. Refer to applicable drawing for position, not required on some baskets. 


g. Option: Cut >2" x 0.035 material for front end cutout. Record material PO on attached material 


list. 


h. 90611 (R44) only: Cut 34" x 0.035 material to fit front end structure. Record material PO on 


atiached material list. 


i. 
Dfi l l vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 


j. 
Record hoop WOs and material POs on attached material list. 


k. Remove writing on tubes with acetone and scotch bright. 


I. 
Insert rim assembly into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be doser to attachment side. 
m. Align hoops to rim in accordance with drawing. General positions: 


i. Extra large baskets 


1. inboard side of hoops (attachment side) aligns to OUTSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 


3. forward and aft hoops align to INSIDE of rim 


ii. AN other baskets 


1. inboard side of hoops (attachment side) aligns to INSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 


3. forward and aft hoops align to INSIDE of rim, except R44 
r3*04 
5. TIG weld frame to rim assembly. 
^ 


a. r nsure lug locating jig and hoop locating Jigs are in place. Jigs must remain in place for as long 


as practical during welding. 


b. Strut tubes and front end cutout (see step 4.f. and g.) must be welded in place after the hoops 


are welded to the rim. Jig(s) must be in place prior to welding strut tubes. 


c. Robinson R44 (90611) requires fitting and welding of forward end after remainder of basket 


f amé is welded. Use Jig to support front hoop. 


d. l'ecord welding rod PO on attached material list. 
73-04 
6. Inspection 
05 


a. Frame assembly for complété welds. 


7. Mesh assembly. 


a. 
I jI I shcct of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for body. 


c. I-emove surface rust with scotch-brite. 


d. Bend body mesh - 
use table with bend markings on top. Lock wheels on table. 


i. For extra wide baskets only- 


1. Set %" angle along edge of table under mesh sheet. Set 1.5" square tube on top 


of mesh aligned with angle on edge of table. Clamp in place with 6" C-clamps. 


2. Bend upper edge of sheet just past a cell intersection to make a flange 2.5" - 


3.25" wide. Closer to 2.5" is preferred, full cell intersection on flange side at 
bend is required. 


3. Bend down by hand as far as possible, then use a hammer to flatten the bend 


tight against the angle on the edge of the table. 


ii. Using markings on table, align sheet to indicated edge. 


iii. Using markings on table, align 3" tube to required position and clamp tube in place. 


iv. Bend mesh by hand tightiy over tube along length of tube. 


V. Keeping mesh in place, un-clamp 3" tube, move to other position and clamp tube in 


place. 


vi. Bend mesh by hand tightiy over tube along length of tube. 


e. Inslall attachment lug jig onto basket frame. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 


f. Ensure end struts are welded in basket frame if required by the drawing. 


g. Insert mesh into basket. 


i. General 


1. Some cells may interfère with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do not eut cells off. 


2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 


minimize welds located off mesh intersections. 
3. Ensure mesh reaches ail edges of basket BEFORE trimming. Regardiess of 


progress in clamping, remove clamps and shift mesh if required. 


4. Ensure cleco clamps are placed from the inside of the basket to allow removal 


during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed prior to welding. 


ii. Extra large baskets only - 
seat corner of mesh with flange into inboard upper corner of 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 


iii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 


iv. Working down the inboard side, clamp mesh to hoops with cleco clamps. Clamp down 


into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. After the corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove ail extra clamps. 


V. Clamp mesh to spine in at least 1 place per section. 


vi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 


clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove ail extra clamps. 


vii. Trim upper outboard edge of mesh if required, edge of mesh must be low enough on 


rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 


are tapered and may require >2 to 1 cell to be removed over some or ail of the length of 


t'ie basket. De-burr eut edges with a sanding dise on a die-grinder. Straighten eut cells 


wiih duck-bill pliers. Clamp mesh near upper edge to hoops with cleco clamps after 


trimming. 


viii. Trim ends to land on hoops, at mesh intersections if possible. 


h. Cut mesh to fit ends. Record material PO on attached material list. 


Remove surface rust with scotch-brite. 


1 usure mesh is cut at intersections where possible. 


III. Bcnd top edge of mesh l/8"-3/16" down at 45 degrees 


iv. Cut for front end cutout if required. 
90611 (R-i 1) only: Cut mesh to fit upper forward end. Record material PO on attached material 


list. 


P'Mnove surface rust with scotch-brite. 


R nsure mesh is cut at intersections where possible. 


II I. Bcnd top edge of mesh 1/4" down at 60 degrees. 


iv. Fit mesh to front end of basket. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 
8. Weid mesh to frame assembly per drawing. 
^ Aq 


a. Ensure lup, locating jig is in place prier to welding. 


b. General welding requirements for ail baskets, MIG welding: 


i. Fvery intersection at top edges. 


ii. Fvery intersection at ends. 


iii. First 5 intersections down on hoops, then every second intersection. 


iv. Every intersection along spine. 


V. Cxt ra large baskets - 
every intersection along corner. 


vi. 
I '/ery intersection around ends 


vii. ! 
• 
ry intersection along struts (if applicable) 


c. Ben;] an trim cells bent in to fit mesh as required and weld in position. 


d. Grind hi :i spots off body mesh welds on ends before welding end mesh. 


e. 90G11 (' -14) on/y-weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 


forvi/arcl end of basket assembly. 


f. Rec.ard 
I ( 
Iding rod PO on attached material list. 
AÔ 
9. Weld bask; t co inonents 
^3*04 


a. TIC) woi 
fl prop bushing(s), one or two per drawing. 
05 


i. 
cord welding rod PO on attached material list. 


!i. 
'"ord lip prop bushing WO on attached material list. 


b. TIG vel ( aps to close top of 1" hoops as applicable. 


c. 9'1f U( n'I206L/407 XL ski) only: eut rim over cross tube gap. 


i. 
inboard rim on aft end. Grind flush with hoops. 


i. 
weld caps on open tubes, 


i 
!. 
cord cap material PO on attached material list. 


d. 9,F'j . 1 f 
'I 429) only: placard bracket to forward upper corner of basket. 


i. 
rord welding rod PO on attached material list. 


cnrd placard bracket WO on attached material list. 
(i 
10. Clean up 


a. Gr;! ;] h' 'i spots off mesh welds. 


b. Ti; : nvi 
ns!i using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in o 01. . :A) not tighten in corners of hoops, mesh will be deformed. 


c. Dt , 
. 'HI;;!-) lid prop bushing(s). De-burr hole(s). 


d. Rc r ovi 
face rust with scotch-brite pad. 


11. Final Inspr doi 
To be 
ini 
''^d by a différent person than the previous steps. 


a. Ba vt 
'( . a scmbly for complété welds, and required minimum mesh weld locations. 


l). Fi ; 
I V- : cCs - 
usually on hoops 


c. Ov ; .lil ondition and conformity to drawing(s). 


i. 
: ooiîs for height. 


i. 
n lor width and length and alignment. 


-i. ' 
• r - vi lugs in correct ends. 


V. ! 
1 
; xU ut in hoop if required by drawing. 


d. M.- ' 
- ir 
i'.' 
I • : mplete. 
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CARGO BASKET Bf DY rARRICATION - COMMON 
Complété 


(initial or SCA #) 
0. Ta;' complété basket body assembly in préparation for powder coating. 


12. Powder Coaiinp, 
a. Par's are to be powder coated white in accordance with commercial practices. 
^ 


b. Record powder coating PO. 
* . 


G. Ins; cet [)ov.'der coating on receiving. 


d. Tap baskel body assembly and place into stock in préparation for assembly. 
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Work Order: 2o/t- 733 


Date Qpened: 
Z-Oilo 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Body Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


78411-01 
Basket Assembly 


Step 1 
Rim Assembly 


. 2 


3/4" Tube - Long Rim (93.25") 
4130 Steel, V*" x 0.035 Sqr. Tube 
j S 
OS 


3/4" Tube - Short Rim (22.5") 
4130 Steel, y/ x 0.035 Sqr. Tube 
/ 


Step 2 
Weld Rim Assembly 
Og-U- 


. A/R 
Welding Rod 
-ER70S 2 TIC Rod- S.S- 
/HooS' 


Step 3 
Inspection - Rim 
None 


Step 4 
Frame Assembly 


76421-01 
Hoop - standard 
^ 
S 
I —4-t6e-Steel, 
x 0.035 Sqr. Tube 
/HO/ 
ll'Ol 
76423-01 
Attachment hoop (aft) 
-S.Ç. 


1/2" Tube - spine 
^ 
S ~44-39-Stettl, V2 x 0.035 Sqr. Tube 
ll/oi 


Step 4.g. 


Step 5 


70406 
70406-01 
Option: Front End Cutout 


70406-03 
1/2" Tube 
5", 5" 
• 
A^aO-SteeF V/' x 0.035 Sqr. Tube 
/// Of 


70406-04 
1/2" Tube 
-Ç. S 
I 
jlt3Q-6tegt, V-l' x 0.035 Sqr. Tube 
/M 


Weld Frame Assembly 


A/R 
Welding Rod 
r-gR7U5?Tte-Rod- 
S- 
/^OO 


Step 6 
Inspection - Frame Assembly 
None 


Step 7 
Mesh Assembly 


Mesh (Body - 48" x 92.25") 
3/4-16F Expanded Mild Steel sheet 
/ 
^ OO^ 


Mesh (End -22" X 17") 
3/4-16F Expanded Mild Steel sheet 
iUoO'j 


Step 8 
Weld Mesh 


AIR 
Welding Rod 
"ER703-0 MIO Wiie T/0. 
SQ. 


Work Order: ^ 
O/G ~ / ^3 


Date Opened: 
^ 2' ^ 
5". S. 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Body Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 9 
M/e/d Basket Components 


Step 9.a. 
.2 
49215-01 
Spacer (Lid prop) 
304 Stainless Steel, 72" Dia. 
z 
o/S'- 


. A/R 
~ 
Welding Rod 
ER308L TIG Rod 


Step 9.b. 
. 2 
Cap 
1018 Mild Steel, 0.032" Sheet 
'^OX. 1 
.A/R 
~ 
Welding Rod 
ER700-2-TIG Rod 
/^c>os~ 


Step 10 
Clean Up 
None 


Step 11 
Inspection - Final Assembly 
None 


Step 12 
Powder Coating 


